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Title: Method of Manufacturing a Heat Pipe Wick with Structural Enhancement 

IN THE CLAIMS 

Please replace all prior versions and claims listings with the following claims listing: 
Claims 1-13 (cancelled). 

Claim 14. (currently amended): The method of claim 12 A method of heat pipe wick 

manufacture comprising the steps of 

positioning metal felt adjacent to a metal substrate, 

positioning a porous metal exoskeleton member adjacent to the metal felt 

whereby the metal felt is between the metal substrate and the porous metal exoskeleton 

member, 

grit blasting elements selected from the group consisting of 
the metal substrate, 

the porous metal exoskeleton member, and 
both the metal substrate and the metal exoskeleton member, and 
applying heat sufficient to cause the metal felt to adhere to both the porous metal 
exoskeleton member and the metal substrate wherein a temperature of 1 100 C is attained 
by the metal felt, the metal substrate, and the porous metal exoskeleton member during 
the step of applying heat. 

Claim 15. (currently amended): Th e m e thod of claim 13 A method of heat pipe wick 

manufacture comprising the steps of 

positioning metal felt adjacent to a metal substrate, 

positioning a porous metal exoskeleton member adjacent to the metal felt 

whereby the metal felt is between the metal substrate and the porous metal exoskeleton 

member. 
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applying brazing material in a step selected from the group consisting of 

a pplying brazing material between the metal felt and metal substrate, 
a pplying brazing material between the metal felt and the porous metal 
exoskeleton member, and 

a pplying brazing material between the metal felt and metal substrate as well as 
between the metal felt and the porous exoskeleton member 
grit blasting elements selected from the group consisting of 
the metal substrate, 

the porous metal exoskeleton member, and 
both the metal substrate and the metal exoskeleton member, and 
applying heat sufficient to cause the metal felt to adhere to both the porous metal 
exoskeleton member and the metal substrate wherein a temperature of 1 100 C is attained 
by the metal felt, the metal substrate, and the porous metal exoskeleton member during 
the step of applying heat. 



Claims 15-19 (cancelled). 



